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1
TUBULAR SOCKET

BACKGROUND OF THE INVENTION

1. Field of the Invention

The invention relates to a tubular socket, comprising
thermoplastic material, for connecting a fluid conduit to a
container, comprising thermoplastic material, wherein the
socket has a first part and a second part connected to one
another by a two-component injection molding process and
wherein the first part has a smaller creep tendency under
pressure load and a smaller swellability relative to hydro-
carbon-containing fluids than the second part, and wherein
the second part and the container are connected by a fusion
weld.

2. Description of the Related Art

In a known socket of thus kind (DE 42 39 909 C1), the
second part 1s to remain without reinforcement. In practice,
it was found however that at higher temperatures, as they
occur, for example, 1n common rail diesel engines within the
excess diesel fuel that 1s returned 1nto the tank by the engine
via the socket on the tank, the second part can be thermally
deformed when the fluid conduit connected to the socket 1s
simultaneously exposed to greater forces, as they can occur
during operation of a motor vehicle. Moreover, the second
part that 1s comprised primarily of high-density polyethylene
(HDPE) upon contact with a hydrocarbon-containing fluid,
such as gasoline or diesel fuel, can swell more than the
material of the first part that 1s primarily comprised of
reinforced polyamide. This can cause cracks within the
socket 1n the vicinity of the connecting location of the two
parts. Moreover, HDPE of the second part does not have a
sufliciently high diffusion barrier capability relative to
hydrocarbon-containing fluids such as gasoline or diesel
fuel. On the other hand, it 1s able to form a fusion-weld
connection with the HDPE-containing material of the tank.

SUMMARY OF THE INVENTION

It 1s an object of the present invention to propose a socket
of the atorementioned kind that 1s better able to withstand
thermal and mechanical loads and has a higher diffusion
barrier capability.

In accordance with the present invention, this 1s achueved
in that the second part contains a remnforcement filler whose
amount and type are selected such that the creep tendency
and swellability of the second part are approximately 1den-
tical to that of the first part, in that a strength of the
connection between the second part and the container can be
achieved that 1s at least as high as between the two parts, and
in that the thermal shape stability of the second part 1s at
least 1dentical to that of the container and at most approxi-
mately the same as that of the first part.

In this solution, the reinforcement filler not only 1ncreases
the thermal shape stability and mechanical strength of the
second part but also the diffusion barrier capability relative
to hydrocarbon-containing fluids when appropriately select-
ing the quantity and type of the reinforcement filler.

Particularly suitable 1s a reinforcement filler that 1s
selected from the group of synthetic fibers, polyamides (PA),
polyethylene terephthalates (PET), polybutylene terephtha-
lates (PBT), polyethylene naphthalates (PEN), polybutylene
naphthalates (PBN), polyphenylene sulfides (PPS), ara-
mides, liquid crystal polymers (LCP), glass fibers, glass
spheres, minerals, plant fibers, and nano particles, such as
nano clay and nano tubes, for example, graphite nano tubes.
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The melting temperature of the synthetic fibers should be
at least 20° C. higher than that of the plastic material of the
second part 1n order to prevent that the synthetic fibers melt
during the 1njection molding process of the second part.

Also, the diffusion barrier capability of the synthetic fibers
should be greater than that of the plastic material of the
second part 1n order to increase the diffusion barrier capa-
bility of the second part and thus of the socket.

The thermoplastic material of the first part can be selected
from the group of polyamides, polyesters, polyolefins,
polyphenylene sulfides (PPS), fluorine-containing thermo-
plastic materials, and polyacetals.

The second part may contain, as in the past, HDPE as a
base material. In addition, the second part and/or the first
part can have a diffusion barrier. In this way, the diffusion
barrier capability of the socket 1s further increased.

The first and the second parts as well as the barrier can be
formed by a multi-component injection molding process.
This type of connection can be realized simply and quickly.

Preferably, the thermoplastic material of the second part
1s a functional group-containing plastic material. In this way,
a stronger connection between the first part and the second
part as well as between the plastic material of the second part
and the reinforcement filler, mnasmuch as 1t 1s comprised of
plastic material, can be achieved, in particular, when the
functional group-containing plastic material of the second
part 1s a polyolefin that 1s grafted with maleic anhydride.

The invention and i1ts embodiments will be explained 1n
the following by means of the attached drawing of a pre-
ferred embodiment of a socket according to the mvention.

BRIEF DESCRIPTION OF THE DRAWING

In the drawing, the only FIGURE shows a socket accord-
ing to the invention comprised of a first part in the form of
an angled pipe and a second part in the form of a ring
connected to the tank of a motor vehicle by spin welding or
hot plate welding.

DESCRIPTION OF THE PREFERRED
EMBODIMENTS

The socket comprises a first part 1 in the form of an angled
tubular member, a second part 2 1n the form of a nng with
stepped outer diameter, and a thin cylindrical diffusion
barrier 3 provided in the second part 2, as well as an annular
seal 4 on the mner side of the second part 2. The socket 1s
connected, by means of spin welding or hot plate welding,
with the second part 2 to the rim of an opening 5 of a
container 6 that 1s only partially illustrated and 1s 1n the form
ol a tank of a motor vehicle 1n the instant embodiment.

The first part 1 comprises a thermoplastic material that 1s
modified with regard to adhesion and has minimal creep
tendency relative to pressure load and also comprises a
reinforcement filler that additionally reduces the creep ten-
dency. The thermoplastic matenial of the first part 1 1s
selected from the group of polyamides, polyesters, polyole-
fins, polyphenylene sulfides (PPS), fluorine-containing ther-
moplastic material, and polyacetals. Accordingly, one or
several diflerent ones of these materials can be employed.
Preferred 1s however a polyamide, preferably one or several
of the polyamides PA6, PA6.6, PA6.4, PA11, and PA12, that
exhibit a high diflusion barrier capability relative to hydro-
carbon-contaiming fluids, such as gasoline or diesel fuel, as
well as their vapors and have a minimal creep tendency
relative to mechanical pressure loads. The creep tendency of
the first part 1 1s further reduced primarily in that the
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reinforcement filler of the first part 1 1s selected from the
group ol synthetic fibers, polyamides (PA), polyethylene
terephthalates (PET), polybutylene terephthalates (PBT),
polyethylene naphthalates (PEN), polybutylene naphthalates
(PBN), polyphenylene sulfides (PPS), aramides, liquid crys-
tal polymers (LLCP), glass fibers, gas spheres, minerals, plant
fibers, and nano particles, such as nano clay and nano tubes,
for example, graphite nano tubes.

The second part 2 also contains a reinforcement filler
whose quantity and type are selected such that the creep
tendency and swellability of the second part 2 1s approxi-
mately the same as that of the first part 1, 1n that a strength
of the connection between the second part 2 and the con-
tainer 6 at least as high as that between the second parts 1,
2 can be achieved, and 1n that the thermal shape stability of
the second part 2 1s at least 1dentical to that of the container
6 and at most approximately the same as that of the first part
1. The reinforcement filler increases not only the thermal
shape stability and mechanical stability of the second part 2
but also 1ts diffusion barrier capability relative to hydrocar-
bon-containing tluids when appropriately selecting the type
and quantity of the reimnforcement filler. The reimnforcement
filler of the second part 2 can be one and/or the other of the
filler of the first part 1. Inasmuch as synthetic fibers are
concerned, they have a melting temperature that 1s at least
20° C. higher than that of the plastic material of the second
part 2 and have a diflusion barrier capability higher than that
of the plastic material of the second part 2.

The thermoplastic material of the second part 2 1s HDPE.
It can also contain functional groups. This results 1n an even
stronger connection between the first part 1 and the second
part 2 as well as between the plastic material of the second
part 2 and its reinforcement {iller, nasmuch as the latter 1s
comprised of plastic material, 1n particular, when the plastic
material of the second part 2 containing functional groups 1s
a polyolefin that 1s grafted with maleic anhydride.

Because of the barrier 3 1n the second part 2 the diflusion
barrier capability of the second part 2 1s further increased
and thus also that of the entire socket. Such a barrier can also
be provided in the first part 1 or only 1n the first part 1.

The two parts 1 and 2 as well as the barrier 3 are produced
by a multi-component injection molding method wherein
first the barrier 3 1s 1njection molded 1n a mold tool;
subsequently, after hardening or solidifying of the barrier 3,
the second part 2 1s 1njection molded 1n a mold tool and
simultaneously 1njection-molded about the barrier 3. After
insertion of the sealing ring 4 1nto an inner annular groove
of the second part 2, the first part 1 1s injection-molded 1n a
mold tool and 1s simultaneously injection-molded about the
thin wall section of the second part 2 and the sealing ring 4.

However, it 1s also possible, after injection molding of the
second part 2, to injection mold the barrier 3 into the core of
the second part 2 that 1s still plastically deformable, and,
subsequently, to 1njection-mold the material of the first part
1 about the hardened or solidified second part 2 and the
sealing ring 4 1n a mold tool. In this type of a multi-
component injection molding method, at the boundaries
between the second part 2 and the barrier 3 minimal undu-
lations result that act, on the one hand, as a labyrinth seal
and, on the other hand, provide an additional positive
engagement.

The first part 1 has a projection 7 projecting through the
opening 5 imto the container 6 and further has on the
outwardly extending end section a peripheral securing rib 8
as well as within this end section a sealing ring 9 inserted
into an annular groove. Into this end section, a coupling
member, that 1s tightly connected to one end of a fluid
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conduit to be connected to the container 6, 1s inserted that
engages the securing rib 8 by means of hooks provided at the
ends of elastic securing arms.

The container 6 1s comprised, at least on its outer side, of
HDPE that, when welding the socket to the container 6,
forms a fusion-weld connection with the thermoplastic
maternal of the second part 2.

Between the projection 7 and the second part 2 an annular
groove 10 1s provided into which, during welding of the
socket to the container 6, excess molten material of the
second part 2 can tlow.

While specific embodiments of the imnvention have been
shown and described in detail to illustrate the mmventive
principles, 1t will be understood that the mvention may be
embodied otherwise without departing from such principles.

What 1s claimed 1s:

1. A tubular socket for connecting a fluid conduit to a
container, comprising thermoplastic material, the tubular
socket comprising:

a first part comprising a thermoplastic matenal;

a second part comprising a thermoplastic matenal,
wherein the first part and the second part are connected
to one another by a multi-component injection molding
pProcess;

wherein the first part has a smaller creep tendency under
pressure load than the second part and a smaller
swellability relative to hydrocarbon-containing fluids
than the second part;

wherein the second part 1s configured to form a fusion-
weld connection with the container;

herein the second part contains a reinforcement filler;
herein a quantity and a type of the reinforcement filler
1s selected such that a creep tendency of the second part
approaches a creep tendency of the first part and a
swellability of the second part approaches a swellabil-
ity of the first part, wherein the reinforcement filler
includes nano particles;

wherein the strength of a connection between the second

part and the container 1s at least as high as a strength of
a connection between the first and second parts; and

wherein a thermal shape stability of the second part 1s at
least the same as a thermal shape stability of the
container and at most approximately the same as a
thermal shape stability of the first part, wherein the
nano particles are nano clay or nano tubes.

2. The socket according to claim 1, wherein the reinforce-
ment filler additionally includes filler material selected from
the group consisting of synthetic fibers, polyamides (PA),
polyethylene terephthalates (PET), polybutylene terephtha-
lates (PBT), polyethylene naphthalates (PEN), polybutylene
naphthalates (PBN), polyphenylene sulfides (PPS), ara-
mides, liquid crystal polymers (LCP), glass fibers, glass
spheres, minerals, and plant fibers.

3. The socket according to claim 2, wherein a melting
temperature of the synthetic fibers 1s at least 20° C. higher
than a melting temperature of the thermoplastic material of
the second part.

4. The socket according to claim 2, wherein a diffusion
barrier capability of the synthetic fibers 1s greater than a
diffusion barrier capability of the thermoplastic material of
the second part.

5. The socket according to claim 1, wherein the nano
tubes are graphite nano tubes.

6. The socket according to claim 1, wherein the thermo-
plastic material of the first part 1s selected from the group
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consisting of polyamides, polyesters, polyolefins, polyphe-
nylene sulfides (PPS), fluorine-containing thermoplastic
materials, and polyacetals.

7. The socket according to claim 1, wherein at least one
of the second part and the first part has a diffusion barrier.

8. The socket according to claim 7, wherein the first and
second parts and the diflusion barrnier are formed by a
multi-component 1njection molding process.

9. The socket according to claim 1, wherein the thermo-
plastic material of the second part 1s a functional group-
containing plastic material.

10. The socket according to claim 9, wherein the func-
tional group-containing plastic material 1s a polyolefin
grafted with maleic anhydride.

11. A tubular socket for connecting a fluid conduit to a
container, comprising thermoplastic material, the tubular
socket comprising:

a first part comprising a thermoplastic material;

a second part comprising a thermoplastic material,
wherein the first part and the second part are connected
to one another by a multi-component injection molding
pProcess;

wherein the first part has a smaller creep tendency under
pressure load than the second part and a smaller
swellability relative to hydrocarbon-containing fluids
than the second part;

wherein the second part 1s configured to form a fusion-

weld connection with the container;
wherein the second part contains a reinforcement filler;
wherein a quantity and a type of the reimnforcement filler
1s selected such that a creep tendency of the second part
approaches a creep tendency of the first part and a

swellability of the second part approaches a swellabil-
ity of the first part, wherein the reinforcement filler
includes synthetic fibers;

wherein the strength of a connection between the second
part and the container 1s at least as high as a strength of
a connection between the first and second parts;

wherein a thermal shape stability of the second part 1s at
least the same as a thermal shape stability of the
container and at most approximately the same as a
thermal shape stability of the first part; and

wherein a diffusion barrier capability of the synthetic
fibers 1s greater than a diffusion barrier capability of the
thermoplastic maternial of the second part.

12. The socket according to claim 11, wherein the ther-
moplastic material of the second part 1s a functional group-
containing plastic material.

13. The socket according to claim 12, wherein the func-
tional group-containing plastic material 1s a polyolefin
grafted with maleic anhydride.
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14. The socket according to claim 11, wherein the ther-
moplastic material of the first part 1s selected from the group
consisting of polyamides, polyesters, polyolefins, polyphe-
nylene sulfides (PPS), fluorine-containing thermoplastic
materials, and polyacetals.

15. A tubular socket for connecting a fluid conduit to a
container, comprising thermoplastic material, the tubular
socket comprising:

a first part comprising a thermoplastic matenal;

a second part comprising a thermoplastic matenal,
wherein the first part and the second part are connected
to one another by a multi-component injection molding
pProcess;

wherein the first part has a smaller creep tendency under
pressure load than the second part and a smaller
swellability relative to hydrocarbon-containing fluids
than the second part;

wherein the second part 1s configured to form a fusion-
weld connection with the container;
herein the second part contains a reinforcement filler;
herein a quantity and a type of the reinforcement filler

1s selected such that a creep tendency of the second part
approaches a creep tendency of the first part and a
swellability of the second part approaches a swellabil-
ity of the first part;
wherein the strength of a connection between the second
part and the container 1s at least as high as a strength of

a connection between the first and second parts;
wherein a thermal shape stability of the second part 1s at

least the same as a thermal shape stability of the

container and at most approximately the same as a

thermal shape stability of the first part; and
wherein at least one of the second part and the first part

has a diffusion barrier.

16. The socket according to claim 135, wherein the first and
second parts and the diflusion barner are formed by a
multi-component 1njection molding process.

17. The socket according to claim 15, wherein the ther-
moplastic material of the second part 1s a functional group-
containing plastic material.

18. The socket according to claim 17, wherein the func-

tional group-containing plastic material 1s a polyolefin
grafted with maleic anhydrnde.

19. The socket according to claim 15, wherein the ther-
moplastic material of the first part 1s selected from the group
consisting of polyamides, polyesters, polyolefins, polyphe-
nylene sulfides (PPS), fluorine-containing thermoplastic
materials, and polyacetals.
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